WORLD IhTTELLHCTUAL PROPERTY ORGANIZATION 
latemitional Bureau 




PCX 

INTERNATTONAL APPLICATION PUBUSHED UNDER THE PATENT COOPERATTON TCEATT (PC D 

WO 99/25524 

27 May 1999 (27.05.99) 



(51) InternadoiiaJ Patent Classlflcation ^ : 
B2dF im, B26D 5/00 



Al 



(11) IntenBtionAl Publicatmn Nnrnbcr: 
{43} International Publication Dale: 



(21) Internatiofial Application Number: PCT/GB9M)3478 

(22) IntenBtkmal Filing Date: 1 9 November 1998 ( I9.1 1 .98) 



(JO) Priority OaU: 
9724335.6 



19 November 1997 (19.1 1.97) GB 



(71) Applicant (fi?r all designated Statej except US): ENGINEER- 

ING WITH EXCELLENCE (SCOTLAND) UMIIED 
(GBA3B); Umti 15-16 Ashley Groi^ Baie, Pitmedden 
Road, Dycc Abeideen AB2I ODP (GB). 

(72) Invcnton and 

(75) Inventor/Applicant (for US mfyjr. KUDD, Wayne [GB/GB]; 
32 Conglass Drive. Netherfidd EsiaiB. lavcnsle. Aberdeen 
AB5] 4LB (GB). 

(74) Afc«enl: FORRESTER KETLEY A CO.; Chamberlain House. 
Paradise Place. Buminghani B3 3HP (OB). 



(81) DesigMtod States: BR. GB. US. European patent (AT. BE. 



Published 

With international starch report. 



(54) TlUe: METHOD AND APPARATUS FOR MANUFACTURING AN EXPANDABLE SUmED TUBE 




(57) Abstract 



A method of manufa^iring an expandable tlocted tube (10) fabricated from it least one tutndar element (12. 14) and at least two 
ZfllZS* "T^^ ^ tubular element by means 
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overlap between said positionally fixed and variable slots. A machine for canying out method is also described. 
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Method and apparatus for manufacturing an expandable slotted tube. 

Description of Invention 

This invention relates to expandable slotted tube which is used primarily 
in bore holes to form a lining which prevents collapse of the wall of the bore 
hole whilst allowing substantially unrestricted flow of fluids from the 
surrounding strata into the bore hole. 

The use of such expandable slotted tube is described particulariy in WO- 
A-93/25800. The expandable slotted rube (or "liner" as it is refcntsd to therein) 
is a product which can widi advantage be used in all aspects of well life, 
including drilling, completion, well intervention and abandonment. 
Conventional oil field technology is based on inserting articles of fixed size 
into the well bore, and well construction is normally such that the size of the 
bore progressively reduces from the well head down to the reservoir to be 
tapped. This can lead to an unworkably small bore size at the required depth, 
leading to compromises in well operability or, in an extreme case, resulting in 
failure to reach the reser\'oir at a bore size sufficient to enable the reserves to 
be exploited. 

The use of expandable slotted tube provides flexibility to cope with 
unexpected problems during both drilling and completion of the well and also 
during the life of the well as compared with conventional well construction 
teclmiques. 

In particular, expandable slotted tube can be designed to fit most well 
bore sizes, whilst being made small enough to pass through pre-existing 
restrictions in the bore. This is largely as a result of the phenomenon known as 
"surplus expansion'* which occurs when the expandable slotted tube is 
expanded by drawing an expansion mandrel through it, that is to say the 
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expanded internal diameter of the tube increases to a value greater than that of 
the maximum outside diameter of the expansion mandrel by a factor which is 
dependent at least in part on the mandrel design. 

The expandable slotted njbe as described in WO-A-93/25800 can be 
expanded up to 200% of its original diameter and can in theory be made in any 
size or length. 

However, there are problems in the manufacture of such expandable 
slotted tube, and in particular in ensuring uniform radial expansion. 

In practice, the tube in which the slots have to be fonned wUl. in 
general, not be accurately cylindrical and straight ovct ihe whole of its length. 
The longitudinal axis of tlie tube may deviate from a straight line over all or 
pan of its length, and the circumferential shape of the tube may deviate from 
accurately circular over part or all of its length, due to limitations inherent in 
the manufacturing processes conventionally employed. As a result, if a pre- 
determined and invariable pattern of slots is cut into such a tube such defecu 
will be magnified by its subsequent radial expansion and may then exceed 
acceptable tolerances. 

Moreover, in practice, such rubes mu!>t be joined together to form a liner 
of the required overall working length corresponding to tlie depdi of the bore- 
hole. Accordingly, appropriate coupling fittings must be provided at opposite 
ends of each tube to fonn a composite fabrication comprising a tubular element 
of appropriate length and annular elements fonning the coupling fittings at the 
ends thereof 

Furtlicr, each length of such fabricated tube may include one or more 
additional fittings intermediate its ends, known as "landing rings", which are 
also formed as separate components, the tube then comprising two (or more) of 
said nibular elements connected together in end-wise relation by an annular 
element formed as a landing ring, and the two annular elements fonning the end 
coupling fittings. 
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Thus, typically, alcngth of tube as fabricated may comprise at least five 
elements, namely a female end coupling at one end. a first mbular element, a 
landing ring, a second tubular element, and a male end coupling at the other 
end. The couplings and landing ring are fittings that arc normally formed to a 
high degire of accuracy by machining operations, and these fittings necessarily 
have diflTerenl characteristics from the tubular elements. However, the 
individual components arc secured together in endwise relation by means such 
as welding, and the fabrication of the complete tube in this way inevitably 
inn-oduces variability in a number of respects from one tube to another, even 
though nominally identical. 

In particular, the overall length of the fabricated tube, which is typically 
in excess of 10 metres, may vary by several millimetres as a result of the 
accumulated tolerances on the lengths of the individual tubular elements and 
ilie thickness of each weld. Additionally, as a result of potential distortions 
within each tubular element, the couplings at opposite ends of the tube will in 
general not be accurately in register with one another circumferentially, that is 
to say one may be angularly offset relative to the other about the centreline of 
the tube. This is of significance since the couplings arc nonnally formed with 
axially intei-fming fonnations, and ihe slots which arc fonned in the tube must 
be conectly orientated relative to such mtcrfitting fonnations at both ends of 
the rube. 

Additionally, the accuracy, vvitii respect to location and length, of the 
slots which extend across locally thickened portions of the tube, for example in 
the landing rings and end couplings, is critical. 

Accordingly the object of the invention is to facilitate the manufacture of 
expanded slotted tube in a manner which satisfactorily takes such factors into 
account. 

According to the invention we provide a method of manufacturing an 
expandable slotted tube of a kind which is fabricated from at least one tubular 
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element formed by extitision or similar processes and at least two annular 
elements formed by macliining or like processes and connected to the opposite 
ends of the tubular element by means of butt joints formed by welding or like 
processes, wherein axially extending slots arc formed at a uniform angular 
spacing around the peiipheiy of the tube fabricated from said elements and in 
longitudinally overlapping relation tliroughout the entire lengtli of said 
fabricated tube, including said tubular element and said annular elements, the 
method being characterised by cutting in said annular elements a pattern of 
overlapping positionally fixed slots in accordance with fixed and invariable 
parameters with regard to their longitudinal position and length which are pre- 
determined relative to the dimensions of said aimular elements, and cutting in 
said tubular element a pattern of positionally variable slots that is vaiiable with 
regard to at least tiie parameters of longitudinal position and length of the slots 
in accordance with measured parameters of the fabricated nibe so as to achieve 
the required overiap bet^vecn said positionally fixed slots and said positionally 
variable slots. 

The method may include the steps of - 

a) establishing longitudinal darum points for each of said annular 
elements, 

b) calculating, by reference to said longitudinal datum points and 
by reference to tlie pre-detennined parameters of longitudinal position 
and axial length of said positionally fixed slots, the nominal longitudinal 
position and axial length of said positionally variable slots required to be 
cut in said tubular element so as to ensure that those positionally 
variable slots that extend across a joint between said annular elements 
and said tubular element arc longitudinally centred on the joint across 
which they extend, and the length of each overlap between said 
positionally variable slots, including said joint-crossing slots, is unifonn. 
and 
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c) cuning said slots in accordance wiih said prc-detennined and said 
calculated parametei's. 

The method also preferably includes die further step of monitoring at the 
cutting site the position of the local centre-line of the mbc and the radial 
distance from said centre-line to the outer surface of the tube, and recalculating 
the nominal parameters of the positionally variable slots so as to correct 
substantially uniformly over the length of the tubular element for any local 
deviations in the position of the centre-line and/or in circularity of the tubular 
element. 

The method is preferably canied out by commencing the cutting of said 
slots from one end of the fabricated tube to form said slots progressively along 
the entire length of the tube. 

The longitudinal datum points may include a first point corresponding to 
a first end of the tube as defmed by an end face of the annular element at that 
end of the rube and a second point con esponding to the other end of the tube as 
defmed by an end face of the annular element at that end of the tube, plus third 
and founh points conesponding respectively to the joints between the tubular 
element and the annular elements at those ends of the mbc. It will be 
appreciated that the annular elements at those ends of the mbe may comprise 
couplings for the releasable connection of two similar tubes, in particular male 
and female couplings which are adapted to fir at least partially one inside the 
other and accordingly are m part of greater external diameter than the tubular 
element to which they are joined. 

Nonnally, the fabricated tube will also include a further such annular 
element which is disposed intenncdiatc the ends of the tube, which then 
comprises xwo of said nibular elements, such intennediaie annular element 
being connected thereto by butt joints. Such intermediate annular element may 
be fonned with an external flange for the purpose of lifting the fabricated mbe. 
and therefore also be of greater external diameter than the tubular element to 
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Which it is joined. In such a case the datum point for this intermediate annular 
element may be afforded by a radial face of the flange. The method previously 
described may accordingly be applied to the manufacture of slotted tube of the 
kind which the tubular element has a further tubular element comiected thereto 
by means of one of said annular elements and said further tubular element has a 
further annular elcmem connected at the end thereof, and the ammlar element 
which is disposed intennediate the tubular elements is formed with an external 
flange, by establishing a fiirtlier datum point con^sponding to a radial face of 
the flange on said intermediate annular element. 

In accordance with a prefen ed feature of the invention an angular datum 
is Also established relative to the centre-line of the fabricated tube at one end 
thereof, and cutting is commenced at the other end so lliat any angular off-set 
which is required at the latter end to align the slots correctly with respect to the 
annular element at that end is detcmiined relative to said angular datum and is 
included in the re-calculation of the parameters of said posilionally variable 
slots. Tlie angular position of the positionally fixed slots may also be included 
in this re-calculation. 

According to a further aspect the invention also resides in expandable 
slotted tube as manufactured by the above method. 

Funhei. the invention also resides in a machine for use in the 
manufacture by the above method of expandable slotted tube of a kind which is 
fabricated from at least one tiibular element fonned by extrusion or similar 
processes and at least two aimular elements formed by machining or like 
processes and connected to the opposite ends of tlic tubular element by means 
of butt joints fonned by welding or like processes, wherein axially extending 
slots are formed at a unifonn angular spacing around the periphery of the mbe 
fabricated from said elements and in longitudinally overlapping relation 
throughout the entire length thereof, including said tubular element and said 
annular elements, and comprising - 
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a) means for establishing longitudinal datum points for each of said 
annular elements, 

b) means for calculating, by reference to said longitudinal datum 
points and to the pre-dctermincd parameters of longitudinal position and 
axial length of said positionally fixed slote. the nominal longitudinal 
position and axial length of said positionally variable slots required to be 
cut in said tubular element so as to ensure that those positionally 
variable slots (hereinafter called "joint-crossing** slots) that extend 
across a joint between said annular elements and said tubular element 
are longitudinally centred on the joint across which they extend, and the 
length of each overlap between said positionally variable slots, including 
said joint-crossing slots, is unifonn, and 

c) means for cutting said slots in accordance with said pre- 
detennined and calculated parameters. 

The cutting means is preferably airanged to cut said slots progressively 
from one end of the fabricated tube to form said slots sequentially along the 
entire length of the tube. 

The machine also preferably includes means for monitoring the position 
of tlic local centre-line of the tube and the radial distance of tlie outer surface of 
the tube at the cutting site from said centre-line, and recalculatmg the nominal 
parameters of the positionally variable slots so as to couect substantially 
unifomity over the length of the tubular element for any local deviations in the 
position of the centre-line and/or in circularity of the tubular element as the 
cutting progresses along the tubular element. 

Such machine preferably also includes means for establishing an angular 
datum relative to the centre-line of the fabricated tube at one end thereof, 
means for providing an angular off-set relative to said angular datum of said 
cutting means at the other end of the tube to align the slots coirectly with 
respect to the annular element at that end, and means for including said angular 
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off-set in Ihe re-calculatit>n of the parameters of said positionally variable slots 
as cunitig progresses. 

The machine may comprise a plurality of supports adapted to hold a 
fabricated tube for cutting, an indexing rotator comiectable to said tube for 
rotating said tube about its longitudinal axis in step-wise increments, a 
longitudinal guide defining a first longitudinal axis parallel to that of said tube 
when mounted on said supports, a main carriage mounted on said longitudinal 
guide for movement along said first longitudinal axis and along the entire 
length of said tube, a sub-carriage mounted on said main carriage for movement 
relative thereto on two transverse axes relative to said longitudinal axis of the 
tube so that said sub-carriage can thereby be centred relative to said 
longitudinal axis of tJie tube and for movement on a second longitudinal axis 
which is parallel to said first longitudinal axis, at least one slot cutter mounted 
on said sub-caniage for movement radially relative to said longitudinal axis of 
the tube, and a control system operative to move said main caniagc through a 
succession of working positions along the longitudinal guide, in each of which 
positions the sub-carriage is centred relative to said longitudinal axis of die tube 
and a sequence of slot cutting operations is perfomied by moving said sub- 
carriage along said second longitudinal axis while said slot cutter is operated to 
cut a slot of pre-determined length, roiationally indexing said tube and 
returning said sul>caniage to its starting position on said second longitudinal 
axis and repeating the cutting opeiations until all the required slots arc formed 
at each of said working positions. 

Preferably, the machine includes a plurality, e g. four, of said slot cutters 
which are airanged at equal spacings around longitudinal axis of the tube so 
that a pluralit)' of slots can be cut simultaneously each time the tube is indexed. 
The slot cuners are preferably abrasive water-jet cuttere, although other types 
of cuner could be employed. 



W0 99/2SS24 



9 



PCr/CB98/03478 



These and other a'spects of the invention will now be described by way 
of example with reference to the accompanying drawings whcrcin:- 

FiGURE 1 is a diagrammatic illustration of a typical fabricated tube 
prior to slotting; 

FIGURE 2 is a diagraiiunatic illustration of the way in which the male 
and female couplings at opposite ends of the tube may be angularly offset 
relative to one another; 

FIGURE 3 illustrates diagrammatically a section through a female 
connector at one end of the fabricated tube and a developed view of the slot 
pattern which requires to be cut; 

FIGURE 4 shows, in a manner similar to Figure 3, the required slot 
pattern in a male connector at the other end of the fabricated tube; 

FIGURE 5 shows, in a mamicr similar to Figure 3, the required slot 
pattern in a landing ring inserted at a position inteimediate the ends of the tube; 

FIGURE 6 is a plan view of a machine in accordance with the invention 
for cutting the required slots in the tube shown in Figure I; 

FIGURE 7 is an end view of the machine; 

FIGURE S is view ofa can iage assembly in the same direction as that of 
Figure 7; 

FIGURE 9 illustrates in more detail the anangement of cutter jets 
incorporated in the machine; and 

FIGURE 10 illustrates tiie aiTangemeni of one of several probes 
incorporated in the machine. 

As shown in Figure 1, a fabriaited tube 10 of the kind to which the 
present invention is applied comprises an end fitting 1 1 serving as a female 
coupling, a shorter tubular element 12, a landing ring 13, a longer tubular 
element 14, and a further end fitting 15 serving as a male coupling. The end 
fittings 11 and 15, and the landing ring 13, are each formed as machined 
components of accurately detennined length, diameter and circularity etc., but 
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Ihc tubular elemenis irand 14 me conventionally fonned by extrusion and 
generally will „o. be truly straight throughout their lengtlis, and may not be 
tnily cylindrical in shape at all points along their lengths, and indeed the 
tolerance on wall thickness and outside diameter may be significantly greater 
than that which is applicable to the machined components. The five 
components arc secured together endwise by butt welding to form joints as 
shown at 16.17.18 and 19. and the thickness of each butt weld is somewhat 
variable with the result that the overall length of the tube 10 as fabricated may 
vary from the nominal value by several millimetres, in a total length which in 
many cases will exceed 10 meties. Typically, the outside diameter of tlte 
tubular elements may be between approximately 10 and 40 cm. 

Tlie female coupling 1 1 includes a body portion 21 of the same nominal 
diameter and wall thickness as the adjacent tubular element 12. with an external 
flange 22 near the end 23 at which it is welded to tubular element 12. The 
flange 22 divides the body portion 21 into outer and inner sections 21a and 
21b respectively. At the opposite end 24 the female coupling 1 1 is formed with 
a widened end portion 25 which is formed with internal circumferentially 
extending scnations (not shown) and with a plurality' of circumferentially 
spaced holes 26 which are adapted to receive locking plungers (not shown) for 
the puipose of locking in place the complementary male coupling 15 which is 
provided at the other end of a similar tube to which the tube 10 will, in use, be 
connected 

The male coupling 15 similarly includes a body portion 31 which is also 
of tlie same nominal diameter and wall thickness as the adjacent tubular 
element 14, and is fomied with a first external flange 32 at a position spaced 
from the end 33 at which it is welded to the adjacent tubular element 14, and a 
second external flange 35 spaced from the opposite end 34 The flanges 32 and 
35 divide the body ponion 31 into outer, middle and inner sections 31a, 31b 
and 31c respectively. Adjacent the end 34 the male coupling 15 is fonncd with 
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external circumfcrcnliaHy extending senations (not shown) wliich are adapted 
to mate with the internal serrations of a female coupling 1 1 wlien two such 
tubes 10 are joined together. A plurality of circumferential ly spaced recesses 
36 arc formed in the outer end 34 and arranged to receive the locking plungers 
previously mentioned so as to prevent relative rotation of nvo tubes 10 when 
joined together. 

Tlie landing ring J 3 comprises a cylindrical body 41 having an external 
flange 42 at a position intennediate the ends 43, 44 whereby it is welded to the 
adjacent tubular elements 12 and 14 respectively. The flange 42 divides the 
body 4 1 into first and second poilions 41a and 4 lb respectively. 

Figure 2 is a diagrammatic illustration of the way in which the male and 
female couplings at opposite ends of the tube 12 may be angularly offset 
relative to one another as a result of distortions and/or inaccuracies in the 
welding of the various components during the fabrication of the tube. Thus, a 
specific locking plunger in ihe female coupling 1 1 may be angularly offset from 
an angular datum point by an angle ai which differs, positively or 
negatively, from the angle a2 at which the corresponding recess 36 is offset 
from the datum Du at the male coupling end oi the tube. 

To enable the entire tube 10 to be expanded uniformly tluoughout its 
length a series of longitudinally extending overlapping slots requires to be cut 
through the entire wall thickness of the tube throughout its entire lengtli. 

In cutting the required panem of slots, account has to be taken of 
variations arising from the fact that the tubular elements 12 and 14 may not be 
n-uly straight or circular in section and may not be cut to precisely controlled 
lengths, the fad that there may be variations in the dimensional layout of each 
joint as a result of manufacturiiig tolerances in the extrusion of the tubular 
elements and in the butr welding operations, the fact that slot widths need to be 
maintained constant despite potentially differing wall thicknesses at different 
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points along the length of the tube, and the fact that there may be angular mis- 
alignment between the opposite ends of Ihc tube. 

Because the overall length L of the female coraiector 1 1. which is made 
by a machining operation, is known to a high degree of accuracy, the required 
slot pattern as shown in Figure 3 is essentially pre-determined by the 
dimensions of this component. 

In the example illustrated in Figure 3. the female connector 11 is formed 
with three rows of overlapping slots 27, 28, 29. The slots 27 are required to 
extend from the outer end 24. across the widened end portion 25 and into the 
outer section 21a; die slots 28 are required to extend wholly within the outer 
section 21a; and the slots 29 are required to extend from the outer section 21a . 
across the Hange 22 and into the inner section 2 lb of the body portion 2 1. To 
acliieve unifonn expansion despite the varying geometiy of the component, it is 
required that the slots overlap uniformly by a distance d" and that the slots 29 
arc longitudinally centred on the flange 22. Because the dimensions of Ac 
female coupling 1 1 are accurately controlled during manufacture, the lengths 
L". and L-' of the slots 27.28 and 29 respectively, and their circumferential 
spacing can be regarded as essentially predetetroined and invariable for any 
given coupling and these slots are accordingly positionally Hxed. Their overlap 
d" is also predeteniiined for any specific nominal length of fabricated tube 10. 

The ne\t row of slots 30 wliich are requit ed to extend across die joint 16 
and into the adjacent tubular element 12 may also be of a predetermined length 
and have the same overlap d" with slots 29. However, since the thickness 
of the weld 16 cannot be closely controlled, the distance d' between the end of 
the tubular element 12 and the ends of the slots 30 is indetenninate. 

In a similar manner, tiie slot pattern required in the male 
connector 15 includes three rows of overlapping slots 37, 38. 39. The slots 37 
are required to extend fioni the ouler end 34, across the outer section 31a and 
the flange 35 and into ih? middle section 31b; the slots 38 are required to 
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extend wholly within the middle section 3 lb; and the slots 39 are required to 
extend from the middle section 3 lb . across the flange 32 and into the inner 
section 3 1 c of the body portion 3 1 . To achieve uniform expansion despite the 
vaiying gconietiy of the coniponeni. it is again required tliai the slots overlap 
uniformly by a distance d^ and tliat the slots 39 are longitudinally centred on 
the flange 32. Because the dimensions of the male coupling 15 arc accurately 
controlled during manufacture, the Icngtlis and L3^ of tlie slots 37,38 

and 39 respectively, and their circumferential spacing can be regarded as 
essentially predetermined and invariable for any given coupling and these slots 
are accordingly positionally fixed. Tlieir overlap d*^ is also predetermined for 
any specific nominal length of fabricated tube 10. 

The next row of slots 40 which are required to extend across the joint 19 
and into the adjacent tubular element 14 may also be of a predetermined lengtli 
C^' and have the same overlap d^ with slots 39. However, since the thickness 
of the weld 19 cannot be closely controlled, the distance d" between the end of 
the tubular clement 14 and the ends of the slots 40 is indelemiinate 

The slots 46. to be formed in the landing ring 13. which is likewise a 
machined component, have a predetermined length L**^ and must be centred on 
the flange 42 as illustrated in Figure 4. The adjacent slots 45 and 47 which 
extend from the sections 4 1 a and 4 1 b respectively and over the joints 1 7 and 18 
are required to overlap the slots 46 by the predetemiined distance d*^ at each 
end. However, because of the indeterminate thickness of the welds 16 and 17, 
if an invariable slot pattern is followed along the length of the tubular clement 

12 the distance d' of the ends of the slots 45 from the end 43 of the landing ring 

13 will also be indetenninate, with the result that the length of the overlap with 
slots 46 will be indetenninate 

Thus, in accordance with the invention, the slots which arc formed in the 
tubular clcmeni 12, including the joint-crossing slots 30 and 45 and all those 
between these slots, are not cut to a strictly predetemiined pattern, but instead 
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are variable in position and length so as to accommodate the variations v^hich 
will occur between different tubes 10 of the distance between the end 24 of the 
female connector 1 1 and the end 43 of the landing ring 13. In this way. by 
varying the lengtl, of the slots cut in tubular elemettt 12 in accordance with the 
.neasured^paramctcrs of Ae tube iO undergoing cutting, the required constant 
overlap d" between the slots from slots 30 up to and including slots 45 can be 
maintained. In a similar manner the slots to be formed in the tubular clement 
14. including slots joint-crossing slots 47 and 40. are likewise of variable length 
to ensure that the required predetennined overlap d" is maintained throughout 
the remaining length of the tube 10 despite tftc variable thickness of the welds 
18 and 19. 

In addirion. because the tubular elements 12,14 may not be accurately 
round, or indeed of non-vaiying diameter along their lengths, and because of 
the possible angular offset between opposite ends of the tube, adjustments arc 
made to the slot panem in the tubular elements 12,14 to accommodate such 
variations as are dcteraiined to exist in the tube being cut. 

These adjustments are achieved in accordance with the invention by 
determining certain datum poims on the tube and re-computing the lengths of 
the positionaily variable slots to ensure the required overlap with each other 
and with the positionally fl.xed slots, and monitoring deviations in circularity 
and centreline along at least the lengths of tubular elements 12.14 and making 
appropriate compensatory coirections in order to maintain an optimum pattern 
of slots for the purpose of achieving unifonn expansion. 

As shown m Figures 5 to 9. the machine 50 in accordance with the 
invention for cutting the required partem of slots in the tulic 10 includes a pair 
of parallel steel frames 51 each canying a precision rail and defining a 
longitudinal axis for the movement of a main carriage 53 over the entire length 
of tlie tube 10 whicli is suppoiied along its length on variable height roller 
assemblies 52 which arc fitted to pneumatic cylinders so that they can be pulled 
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down individually as main carriage 53 travels along the length of the tube 
10. For this purpose, the main cairiage 53 canies an electric motor which 
drives a pinion meshing v/ith a rack adjacent to one of the rails. 

The main carriage 53 supports a sub-caniage 54 in such a way that it is 
self-centring with respect to tube 10. For this purpose the sub-carriage 54 is 
movable transversely relative to the main caniage by means of an actuator 55. 
and vertically by means of actuators 56. The sub-carriage 54 carries four 
probes 57 arranged respectively above, below and on each side of the 
longitudinal centreline of the tube. The probes may include feelers which have 
mechanical contact with the external surface of the tube, but preferably arc of a 
coniactless t>pe, in particular a laser probe which determines the spacing 
between the probe and the surface of tube. Data from these probes is used to 
control the actuators 55 and 56 so that the caniage can be centred onto the tube 
10 prior to the coinniencemeni of t!»e cutting of each row of slots. 

The sub-caniage 54 is also movable relative to the main cairiage in a 
direction longitudinally of the tube by means of a high precision ballscrew (not 
shown). 

Tlic sub-caiTiage 54 also canies four water-jet cutters 59 mounted 
concenincally around the tube centreline at 45° to the vertical so as to sun^ound 
the tube. The cutters are individually movable towards and away from the tube 
by means of respective actuators 60 which are controlled in accordance with 
data from the probes 57 so that the ride height of the cutter jets 59 is 
continuously adjusted in accordance with the contour of the tube 10. 

At one end. the machine 50 includes a rotalable head 61 which is 
capable of releasable connection to the adjacent end of tube 10 in such a 
manner that the tube can be rotated about its longitudinal axis. 

h) use, the tube 10 is positioned on the supports 52 and coupled to tlie 
rotatable head 61. The sub-canriage 54 is set to a "zero" position longitudinally 
of the main can iage 53 and the maiji caniage itself is positioned at the end of 
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the machine adjacent tolhe rotatable head 61. The datum points of the tube 10 
in place are then established. This is achieved by firstly operatmg the rotatable 
head 61 to ahgn one of tltc locking plunger holes 26 with the angular datum 
position Da. The main carriage 53 is then advanced along the rails to bring the 
cutter jets 59 accurately into line with the end 24 of the tube and establish 
datum point D,. The main carriage 53 is then moved until the cutter jets are 
advanced to the cenn-e of the butt weld 16 to define datum point Dj. advanced 
to align the cutter jets with the side face of Uie rtange 42 nearest the end 24 of 
the tube to establish datum point D,. advanced further to bring the cutter jets to 
the centre of the butt weld 19 and establish datum point D,, and finally to bring 
the cutter jets into register with the opposite end 34 of the tube 10 to establish 
datum Ds. The roiation head 61 is then operated to bring tlie nearest of the 
recesses 36 to the angular datum point and thereby establish any angular 
offset between the two ends of the tube. 

From the established datum values, and the parameters of the 
positionally fixed slots which are predetermined by the known sizes of the 
machined components 11.13 and 15. the required slot pattern for the tubular 
elements 12 and 14 is computed and cutting is commenced from the end of the 
machine furthest from the rotatable head 61. 

The sequence of cutting operations is as follows. Firstly, the sub- 
carriage 54 is centred relative to the tube 10. and the cutler jets are set to the 
required height above the outer surface of the tube. The cutter jets are then 
brought into operation and the sub-carriage 54 on which they are mounted is 
then moved longitudinally relative to the main caniage 53 through a distance 
corresponding to the desired length of the first row of slots. Witli the main 
carriage 53 remaining in the same position, the sub-carriage 54 is renimed to its 
starting point, wliilsi li.e cutting jels are inoperative, and the rotatable head 61 
is moved through the required angular distance so that the points at which the 
next four slots are to be cut then register with the cutter jets. This operation is 
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repeated, four times in the case of the illusnated enibodimem. until a complete 
ring of slots is formed, whereupon the main carriage 53 is advanced by the 
distance neccssai>' to bring the cutter jets to tlie position at which the next ring 
of slots is to be cut, with the defined overlap d» . and the cutting sequence is 
repeated in this way tluoughout the whole length of the tube 10. At the 
beginning of each cutting cycle readings from the probes 54 arc used to detect 
deviations in the longitudinal centreline of die tube from the ideal straight line 
axis, and any deviations in the shape of the exterior surface of the tubular 
elements from the ideal tnie circle. This data is used to adjust the parameters 
of the positionally variable slots in real-time as the cutter jets arc advanced. 
The cutter jets themselves are also moved automatically in the radial direction 
so as to maintain the optimum spacing from the external surface of the tube at 
all points along its length. 

In this way, the des.ied value of overiap d" is achieved despite 
variations in the overall length of one tube as compared with another due to the 
tolerances on the butt u-elds. and additionally, the angular spacing of the slou 
is varied as necessary within, and bet ween, each ring of positionally variable 
slots in order to compensate for local deviations of the longimdinal axis of the 
tube and/or circularit>'. 
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CLAIMS 



! A method of manufacturing an expandable slotted tube of a kind which 
is fabricated from at least one tubular element fonned by extrusion or similar 
processes and at least two annular elements fonned by machining or like 
processes and connected to the opposite ends of the tubular element by means 
of bun joints formed by welding or like processes, wherein axially extending 
slots are formed at a uniform angular spacing around the peripheiy of the tube 
fabricated from said elements and in longitudinally overlapping relation 
tliioughoiit tile entire length of said fabricated tube, including said tubular 
element and said annular elements, the method being characterised by cutting 
in said annular elements a pattern of overiapping positionally fixed slots in 
accordance with fixed and invariable parameters with regard to their 
longitudinal position and length which are pre-detcrmined relative to the 
dimensions of said annular elements, and cutting in said tubular element a 
pattern of positionally variable slots tliat is variable with regard to at least the 
parameters of longitudinal position and length of tlie slots in accordance with 
measured parameters of tlie fabricated tube so as to achieve the required 
overlap between said positionally fixed slots and said positionally variable 



slots. 



The method according to Claim I comprising the steps of - 

a) establishing longitudinal datum points for each of said annular 
elements, 

b) calculating, by reference to said longitudinal datum points and 
by reference to the pre-detennined parameters of longitudinal position 
and axial length of said posiiionaily fixed slots, the nominal longimdinal 
position and axial length of said positionally variable slots required to be 
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cut in said tubular element so as to ensure that those positionally 
variable siots that extend across a joint between said annular elements 
and said tubular elemenl are longitudinally centred on the joint across 
which they extend, and the length of eacli overlap between said 
positionally variable slots, including said joint-crossing slots, is uniform, 
and 

c) cutting said slots in accordance witli said pre-determined and said 
calculated parameters. 

3. The method according to Claim 2 wherein the longitudinal datum points 
may include a first point corresponding to a first end of the tube as defmcd by 
an end face of the annular elemenl at that end of the tube and a second point 
concsponding to the other end of the tube as defined by an end face of the 
annular element at that end of the tube, plus third and fourth points 
concsponding respectively to the joints between the tubular element and the 
annular elements at those ends of the tube. 

4 The method according to Claim 3 for tUe manufacture of slotted tube of 
the kind which the tubular clement has a fuilher tubular elemenl connected 
thereto by means of one of said annular elements and said further tubular 
elemenl has a funher annular element connecled at the end thereof, and the 
annular element which is disposed intermediate the tubular elements is fomed 
with an external flange, wherein a fuHher datum point is established 
corresponding to a radial face of the flange on said intermediate annular 
element. 

5. The method according to any one of claim 2 to 4 wherein an angular 
datum is also established relative to the cennc-line of the fabricated tube at one 
end thereof and cutting is commenced at the other end so that any angular off- 
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set which is required at n>e latter end to align the slots correctly with respect to 
the annular element at that end is detennincd relative to said angular datum and 
is included in the re-calculation of the parameter of said positionally variable 



slots. 



6. The method according to Claim 5 wherein the angular position of the 
positionally fixed slots is also included in said re-calculation. 

7. The method according to Claim 2 and including the further step of 
monitoring at the cutting site the position of the local centre-line of the tube 
and the radial distance from said centre-line to the outer surface of the tube, 
and recalculating the nominal parameters of the positionally variable slots so as 
to coirect substantially unifonnly over the lengdi of the tubular elemem for any 
local deviations in the position of the centre-line and/or in circularity of the 
tubular element. 

8. The method according to any one of the preceding claims wherein the 
cutting step is carried out by commencing the cutting of said slots from one end 
of the fabricated tube to form said slots progressively along the entire length of 
the tube. 

9. Expandable slotted tube as manufactured by the method as claimed in 
any one of the preceding claims.. 

10. A machine for use in the manufacture by the method as claimed in any 
one of claims I to 8 of expandable slotted tube of a kind which is fabricated 
from at least one tubular element fonned by extrusion or similar processes and 
at least two annular elements fonned by machining or like processes and 
connected to the opposite ends of the tubular element by means of butt joints 
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formed by welding or' like processes, wherein axially extending slots are 
formed at a uniform angular spacing around tlie periphery of tlie tube fabricated 
from said elements and in longitudinally overlapping relation thioughout the 
entire length thereof, including said tubular element and said annular elements, 
and comprising - 

a) means for establishing longitudinal datum points for each of said 
annular elements, 

b) means for calculating, by reference to said longitudinal datum 
points and to the prc-dctermined parameters of longimdinal position and 
axial length of said positionally fixed slots, the nominal longitudinal 
position and axial length of said positionally variable slots required to be 
cut in said tubular element so as to ensure that those positionally 
variable slots that extend across a joint between said annular elements 
and said tubular element are longitudinally centred on the joint across 
whicli they extend, and the length of each overlap between said 
positionally variable slots, including said Joint-crossing slots, is uniform, 
and 

c) means for cutting said slots in accordance with said pre- 
detennined and calculated parametei's. 

11. A machine according to Claim 10 fuillier comprising means for 
establishing an angular datum relative to the centre-line of the fabricated tube at 
one end thereof, means for providing an angular off-set relative to said angular 
datum of said cutline means at the oilier end of the tube to align the slots 
coneclly with respect to the ainuilar element at that end. and means for 
including said angular off-set in the re-calculation of the parameters of said 
positionally variable slots as cutting progresses. 
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12. A machine according to Claiiri 10 further comprising means for 
monitoring the position of the local cenhe-Iine of the tube and the radia! 
distance of the outer surface of the tube at the cutting site from said centre-line, 
and recalculating the nominal parameters of the positionally variable slots so as 
to correct substantially uniformly over tlte length of the tubular element for any 
local deviations in the position of the centre-line and/or in circularity of the 
tubular element as the cutting progresses along the tubular element. 

13. A machine according to Claim 10 wherein the cutting means is arranged 
to cut said slots progressively from one end of the fabricated tube to form said 
slots sequentially along the entire length of the lube. 

14. A machine according (o any one of claims 10 to 13 comprising: 

a plurality of supports adapted to hold a fabricated tube for cutting, 

an indexing rotator comiectablc to said tube for rotating said tube about 
its longitudinal axis in step-wise increments, 

a longitudinal guide defining a first longitudinal axis parallel to that of 
said tube when mounted on said supports, 

a main caniage mounted on said longitudinal guide for movement along 
said first longitudinal axis and along the entire length of said lube, 

a sub-caiTiage mounted on said main carnage for movement relative 
thereto on two transverse axes relative to said longitudinal axis of the tube so 
that said sub-carriage can thereby be centred relative to said longinadinal axis of 
the tube and for movement on a second longitudinal axis which is parallel to 
said first longitudinal axis, 

at least one slot cutter mounted on said sub-carriage for movement 
rs^dially relative to said longitudinal axis of the tube, and 

a contiol system opeiative to move said main carriage through a 
succession of working positions along the longitudinal guide, in each of which 
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positions the sub-canriagfe is centred relative to said longitudinal axis of the tube 
and a sequence of slot cutting operations is performed by moving said sub- 
cai-riage along said second longitudinal axis while said slot cuner is operated to 
cut a slot of pre-determined length, rotationally indexing said tube and 
returning said sub-carriage to its starting position on said second longitudinal 
axis and repeating the cutting operations until all the required slots are formed 
at each of said working positions. 

15. A machine according to Claim 14 which includes a plurality of said slot 
cutters which are arranged at equal spacings around longitudinal axis of the 
tube so that a plurality of slots can be cut simultaneously each time tlie mbc is 
indexed. 

16. A machine according to Claim 15 having four of said slot cutters. 

17. A machine according to Claim 14 wherein the slot cutters arc abrasive 
water-jet cuners. 
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